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AMS2819

ARP1876

ARP4926

Identification, Welding Wire Direct Color Code System
Weldability Test for Weld Filler Metal Wire

Alloy Verification and Chemical Composition Inspection of Welding Wire

3. TECHNICAL REQUIREMENTS

3.1 Wire Compositio

n

Shall conform to the percentages by weight shown in Table 1, determined in accordance with AMS2355.

3.1.1 Chemical anal
drawing or ro
requirements,

3.2 Condition

Table 1 - Composition

Element min max
Silicon 4.5 6.0
Iron -- 0.8
Copper -- 0.30
Manganese -- 0.05
Magnesium -- 0.05
Zinc -- 0.10
Titanium -- 0.20
Beryllium -- 0.000343 ppm)
Other Elements, each -- 0.05
Other Elements, total -- 0.15
Aluminum remainder

sis of initial ingot, bar, or rod stock before‘drawing is acceptable provided
ling, annealing, and cleaning are controlled to ensure continued confor
hnd the facility employs procedures to€nsure traceability of wire to the origin

As drawn, in a temper and with a surface finish which will provide proper feeding of the wire in mach

3.3 Fabrication

3.3.1 Buttwelding is
are either alloy|
within the facili
uninterrupted f

3.3.2 Drawing comp

neither result
operations.

3.4 Weldability

permissible only at'diameters larger than final finished product size provided
verified using'a'method or methods capable of distinguishing the alloy from al
ly, or the repair is made at the wire processing station. The butt weld shall ng
beding ofithe wire in machine welding equipment.

he processes used for
mance to composition
ally analyzed source.

ne welding equipment.

both ends to be joined
other alloys processed
t interfere with uniform,

bunds, oxides, dirt, oil, and other foreign material shall be removed by cleani

g processes which will
es harmful to welding

Melted wire shall flow smoothly and evenly during welding and shall produce acceptable welds. ARP1876 may be used to

resolve disputes.

3.5 Quality

Wire, as received by purchaser, shall be uniform in quality and condition, sound, and free from foreign materials and from
imperfections detrimental to welding operations, operation of welding equipment, or properties of the deposited weld metal.


https://saenorm.com/api/?name=78e23252e8cf4c0dc60ee0b145274822

SAE INTERNATIONAL

AMS4190™K

Page 3 of 5

3.6 Sizes and Tolera

nces

Wire shall be supplied in the sizes and to the tolerances shown in 3.6.1 and 3.6.2.

3.6.1 Diameter

Shall be as shown in Table 2.

Table 2A - Sizes and diameter tolerances, inch/pound units

Tolerance Inch Tolerance

Form Nominal Diameter Inch Plus Inch Minus
Cut Lengths  0.047, 0.062, 0.079, 0.094, 0.098, 0.003 0.003
0.125, 0.156, 0.188, 0.197, 0.250
Sp ols 0030 0035 0039 0047 0.001 0.002
Spagols 0.062, 0.079, 0.094, 0.098, 0.125 0.002 0.002
Table 2B - Sizes and diameter and tolerances, Sl units
Tolerance
Tolerance Millimeter
Form Nominal Diameter Millimeter Millimeter Plus Minus
Cut Lengths  1.19, 1.57, 2.00, 2.39, 2.50, 008 0.08
3.18, 3.96, 4.78, 5.00, 6.35
$pools 0.76, 0.89, 1.00, 1.19, 0.025 0.05
$pools 1.57, 2.00, 2.39, 2.50, 3.18 0.05 0.05

3.6.2 Lengths

Cut lengths shall be fu
ordered, and shall not

ary more than +0, -0.5 inch (-13.mam) from the length ordered.

4. QUALITY ASSURANCE PROVISIONS

4.1 Responsibility fo

The producer of wire sH
tests. Purchaser resery

Inspection

wire conforms to specified requirepgents.

4.2 Classification of

4.2.1 Acceptance Tg

lests

sts

rnished in 36 inch (914 mm) lengths™Unless 27 inch (686 mm) or 18 inch

all supply all samples'for producer's tests and shall be responsible for the per
es the right to sample and to perform any confirmatory testing deemed nece;s

(457 mm) lengths are

ormance of all required
bsary to ensure that the

Composition (3.1), sizes and tolerances (3.6), and alloy verification (5.2) are acceptance tests and shall be performed on

each inspection lot.

4.2.2 Periodic Tests

Weldability (3.4) is a periodic test and shall be performed at a frequency selected by the producer unless frequency of
testing is specified by purchaser.

4.3 Sampling and Testing

Shall be in accordance with AMS2355.
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4.4 Reports

The producer of wire shall furnish with each shipment a report stating that the wire conforms to the composition and other
technical requirements. This report shall include the purchase order number, inspection lot number, AMS4190K, nominal

size, and quantity from
4.5 Resampling and

Shall be in accordance

each lot.
Retesting

with AMS2355.

5. PREPARATION FOR DELIVERY

5.1 Wire

Wire shall be supplied

ejther on spools in one continuous length for machine welding. or in cut len

ths for manual welding

as ordered. Wire on eg
5.1.1  Wire furnished
touching, shall
without restrict
to begin) shall
be level windin
5.2 Alloy Verification
Wire on each spool or j
verification procedures

5.2.1 An8inch (203

5.3 Identification

ch spool or in each package of cut lengths shall be from the same heat of.al

on spools shall be closely wound in layers but adjacent turns within a‘layer n
be wound so as to avoid producing kinks, waves, and sharp bepnds, and §
on caused by overlapping or wedging. The outside end of the electrode (th
pbe identified so it can be located readily and shall be fastened toravoid unwin

0.

h each package of cut lengths shall be alloy verified by a method acceptable
of ARP4926 are recommended.

mm) length of wire shall be made accessible at both ends of each spool for

Shall be by tab marking in accordance with AMS2816 unless color coding in accordance with AMSZ

specified by purchaser

5.4 Packaging and N

larking

oy.
eed not necessarily be
bhall be free to unwind
b end where welding is
ding. The winding shall

to purchaser. The alloy

hlloy verification.

819 or other method is

Shall be by standard method in accordance with AMS2813 unless premium quality method in accgrdance with AMS2814

or other method is spe
6. ACKNOWLEDGM

A producer shall mentig

Cified by purchaser.
ENT

nthis'specification number and its revision letter in all quotations and when a

knowledging purchase

orders.

7. REJECTIONS

Wire not conforming to this specification, or to modifications authorized by purchaser, will be subject to rejection.

8. NOTES

8.1

Revision Indicator

A change bar (I) located in the left margin is for the convenience of the user in locating areas where technical revisions, not
editorial changes, have been made to the previous issue of this document. An (R) symbol to the left of the document title
indicates a complete revision of the document, including technical revisions. Change bars and (R) are not used in original
publications, nor in documents that contain editorial changes only.

8.2

Terms used in AMS are clarified in ARP1917.
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